
5.54 [140.716]

1.41 [35.8140]

9.38 [238.25]

42°

A .005

-A-

A 0.02

.005

4.75 [120.65]

9.50 [241.30]

14.25 [361.95]

TYP.

TYP.

TYP.
 0.03 A

7.874 [200.00]

1.25 [31.75]

25.854 [656.70]

.500 [12.70]

4X Ø.397 THRU2X Ø
.3745
.3750

THRU

1.75 [44.45]

TYP.

3.25 [82.5500]

TYP.

PRIOR TO TESTING.
SENSITIVITY SHALL BE PERFORMED JUST
CALIBRATION OF THE LEAK DETECTOR

Du PONT CEC 24-120B
VEECO MS-9, MS-90 OR MS-18
VARIAN NCR 925 OR 936
ALCATEL ASM-11OTCL

LEAK METER DIVISION, SUCH AS:
OF 2X 10 -10 STANDARD CC/SEC PER
MINIMUM SENSITIVITY FOR HELIUM

  USING A MASS SPECTROMETER WITH
6. VACUUM CHAMBER SHALL BE LEAK TESTED

ON VACUUM SIDE OF JOINTS.
ARC (GTAW) OR TUNGSTEN INERT GAS (TIG)

5. WELDS SHALL BE GAS TUNGSTEN

NOTES:

    B) TRIM SOL

    A) CIMCOOL 5 STAR 49

    IS PROHIBITED. USE ONE OF THE FOLLOWING:
   SILICONE AND SULPHUR-BASED CUTTING FLUIDS
2. WHEN MACHINING VACUUM PARTS, USE OF

-B-

A 0.02

 0.02 A7.13 [180.98]

.38 [9.52]
TYP.

.63 [15.88]

SECTION A - A

A A

1. THIS IS A ULTRA - HIGH  VACUUM CHAMBER (UHV)

TYP.

SEE DETAIL X

.005
-A-

1. MAKE FROM MDC’S FLANGE CAT. #110031

.88 [22.23]

.50 [12.70]

2X Ø.375 X 1 3/4 LG.
DOWEL PIN (2) REQ’D.

90°

DETAIL X

FINAL TEST WILL CONSIST OF SURROUNDING
THE CHAMBER (BAGGING) WITH HELIUM. THE
CHAMBER WILL BE REJECTED IF A 2% DEFLECTION
IN THE MOST SENSITIVE RANGE OF THE LEAK
DETECTOR IS SENSED WITHIN 1 MIN.

13.250 [336.55]

TYP.

TYP.

8. DIMENSIONS IN [  ] ARE MILLIMETERS

11.875 [301.63]

26.354 [669.39]

)( 7.874 [199.9996]

2.25 [57.15]

.38 [9.6520]

8.04 [204.24]

15.000 [381.00]

4.64 [117.86]

33.490 [850.65]

1.40 [35.56]

60°
1.50 [38.23]

8.53 [216.74]

TYP.

B - BSECTION

TYP.

B

B

63

36.300 [922.02]

63

+
- 0.25°

 0.01 A

63

3. CHAMBER HAS TO BE STRESS ANNEALED, BEFORE
WELDING THE VACUUM FLANGES, AND FINISHING THE

DATUM  -A-  SURFACE. STRESS ANNEALING MAY USE

DRILL DURING ASSEMBLY
W/ SUPPORT TABLE

C C C - C & D - DVIEW

D D

4

3

2

1 ROT. VAC. FLANGE MDC’S CAT. #100031

4 1/2" O.D. VAC. FLG. MDC’S CAT #110021

6" O.D. VAC. FLANGE MDC’S CAT. #110026

8" O.D. VAC. FLANGE MDC’S CAT. #110031

2

1

2

5

1

2

3

4

304L SST

304L SST

304L SST

304L SST

A12362

P4102010103-230000-01

P1 1 ST PHOTON SHUTTER
CHAMBER WELDMENT ASSY.

1/4

1 1 E

.03

.015

.005

.5

125

304L STAINLESS STEEL

MUSCIA 1/30/92

MUSCIA

D. SHU 2/3/93

D. SHU 2/3/93

T. M. KUZAY 2/3/93

E .25=1 4 A12362

7.62 [193.65]

.38 [9.52]

.13 [3.18]

.62 [15.87]

1.00 [25.40]

3.94 [100.06]

1.06 [26.92]

.19 [4.75] .69 [17.53]

.06 [1.59]

.22 [5.59]

.69 [17.53]

2.50 [63.50]

.50 [12.70]

1.80 [45.72]

TYP.

TYP.

.50 [12.70]

Ø8.000 [203.20]

 0.01 A

1.65 [41.94]

TYP.

.50 [12.70]

TYP.

.63 [15.88]

4. ELECTROPOLISHING IS NEEDED BEFORE WELDING.
PRIOR TO ELECTROPOLISHING, THE CHAMBER NEEDS
TO GO THROUGH A MULTIPLE STEP CLEANING PROCESS
INVOLVING DEGREASING, WASHING AND DRY NITROGEN
BLOW DOWN. THE CHAMBER VACUUM SIDE SURFACE

THERMAL, OR VIBRATORY STRESS RELIEVING METHOD.

ROUGHNESS SHALL BE BETTER THAN 63 MICROINCH

RMS AFTER ELECTROPOLISHING.

7. IF CHAMBER SIDES FROM FORMED PLATES, THE
MAXIMUM BEND RADII SHALL BE LESS THAN
0.25 INCH INSIDE.

–0.06

–0.06

–0.06

–0.06

–0.06

+ 0.06
- 0.00

4X 1.75 [44.53]

6.625 [168.28]

14.31 [363.47]

30°

26.926 [683.92]

14.935 [379.35]

1.43 [36.30]

16.352 [415.33]

22.104 [561.44]

1 REDESIGNED M.J.M.

16.498 [419.05]

30.941 [785.90]

14.365 [364.87]


